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I. Maker Optimization Program 

Objective: - 

Optimize cigarette makers to reduce degradation of filler and' improve 
product quality. 

Status: 

A second test has confirmed the results reported last month indicating 
that the position of the combs in relation to the picker significantly 
affects filler degradation. In this second test, the percentage of 6 mesh 
filler at the base of the chimney increased from 4.6% to 6.5% as the 
distance between the picker and the tips of the combs was increased from 9 
mmi to 18 mm. At the 18 mm distance, providing a clearance between the 
combs and the carding drum further reduced degradation, increasing the 
percentage of 6 mesh filler to 8.6%. At the 9 mm distance, enough 
clearance could not be obtained to significantly affect degradation. 

A survey of the position of the combs on the Mark 9 makers in the 
Operations Center Semiworks found that the position varied significantly 
from maker to maker, as much as 6.5 mm out of the possible 9 mm. 

Significant variation was also found from one side of the combs to the 
other on several makers. A similar survey of several makers in the 
Manufacturing Center is being planned to determine if such variation is 
typical there also. : 

Plans: 

Continue investigating the effects of comb to picker and comb to 
carding drum spacing on filler degradation and cigarette weight variation. 
Continue development and evaluation of the pneumatic picker. 

II. Coal Strength Studies 
Objective: 

Investigate the factors affecting cigarette coal strength as measured 
by the existing coal strength test. Investigate alternate methods of 
measuring coal strength. 

Status: 


Additional testing has confirmed that dense ends are detrimental to 
the coal strength of cigarettes. Marlboro 85 mm cigarettes made to a 
target weight of 980 mg and containing dense ends had a coal failure rate 
of 45%. Similar cigarettes without dense ends made to a target weight of 
960 mg had a failure rate of only 29%. Cigarettes without dense ends made 
to a target weight of 940 mg had a failure rate of only 36%. Since the 
density of the cigarettes made to a target of 940 mg is less than the 
density at any point in the cigarettes containing dense ends, the lower 
coal strength of the cigarettes with the dense ends cannot be attributed to 
their "light" middle. 


Source: https://www.industrydocuments.ucsf.edu/docs/rkfm0000 
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Plans: 


Continue to investigate the effect of dense ends on cigarette coal 
strength. Investigate alternate methods of measuring coal strength. 

III. Low Density Rod Formation 

Objective: 

In cooperation with Project 1503, develop a continuous process 
for the production of low density cigarettes. 

Status: 

Steam: was used in place of compressed air on a pneumatic rod forming 
device to reactivate binder which had been pre-applied to filler by Project 
1503. Hand made rods produced using this technique were well bound. Based 
on these results, the equipment necessary to demonstrate steam reactivation 
of pre-applied binder'in a continuous process is being obtained. 

Plans: 

Demonstrate continuous formation of a bound tobacco rod using steam 
reactivation of pre-applied binder. Develop specifications for a prototype 
continuous process for the production of low density cigarettes. 




Source: https://www.industrydocuments.ucsf.edu/docs/rkfmOOOO 
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